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(57)Abstract: 

PROBLEM TO BE SOLVED: To surely prevent 
fuel from permeating through a resin member in 
an opening part, relating to a fuel tank formed 
of a resin member having a plurality of layers. 
SOLUTION: A fuel tank main unit 1 is formed 
by blow molding a resin member having a 
plurality of layers, and an opening part 1h is 
integrally formed. A tubular part 1e extended 
outward the fuel tank main unit in the opening 
part and an overlapped part 1 d extending a 
bending part 1b in a direction diametrically 
spreading the opening part from a tip end of 
this tubular part to have an external surface in 
parallel to an opening surface of the opening 




part are formed. A compression part 1c is formed by compressing partly the 
overlapped part 1d. This compression part 1c, by generating a smooth surface while 
thickness of the resin member is thinned by compression, can ensure good seal 
performance. In addition, in the case that the compression part 1c constitutes an 
annular groove, a seal member 3 can be arranged. 



[Claim(s)] 

[Claim 1]Opening structure of a fuel tank which forms an opening in a fuel tank body 
formed by a resin member characterized by comprising the following which has two or 
more layers in one. 

A tubed part which extends to a method of the outside of said fuel tank body in said 
opening. 

A lapped part which a bend part extends in the direction which expands the diameter 
of said opening from a tip of this tubed part, and has an outside surface parallel to an 
effective area of said opening. 

A compression zone which compressed this at least a part of lapped part in the 
direction vertical to said effective area. 



CLAIMS 



[Claim 2]0pening structure of the fuel tank possessing a ring member arranged so 
that said opening may be surrounded and said lapped part and said tubed part may be 
contacted according to claim 1 . 

[Claim 3]Opening structure of the fuel tank according to claim 1, wherein said 
compression zone constitutes a circular sulcus located in the diameter direction 
outside of said opening to said tubed part. 

[Claim 4]Carry out blow molding of the resin member which has two or more layers, 
and form a fuel tank body, and. In a manufacturing method of a fuel tank formed in one, 
an opening at the time of blow molding of said fuel tank body. A tubed part which 
extends to a method of the outside of said fuel tank body in said opening is formed, 
After bulging this at least a part of tubed part on the diameter direction outside, form 
a bend part which compresses a bulged part and is bent on the diameter direction 
outside of said opening, form a lapped part which has an outside surface parallel to an 
effective area of said opening, and. A manufacturing method of a fuel tank 
compressing this at least a part of lapped part, and forming a compression zone. 
[Claim 5]Carry out blow molding of the resin member which has two or more layers, 
and form a fuel tank body, and. So that a portion which should form said opening may 
be surrounded in a manufacturing method of a fuel tank which forms an opening in one, 
Blow molding is performed in the state where a ring member of a section U shape 
opened on the diameter direction outside has been arranged, After bulging a tip part 
which forms said tubed part inside said ring member, and is not surrounded by said 
ring member of said tubed part on the diameter direction outside, A manufacturing 
method of a fuel tank forming a bend part which compresses a bulged part and is bent 
on the diameter direction outside of said opening, forming a lapped part which has an 
outside surface parallel to an effective area of said opening, and compressing this at 
least a part of lapped part, and forming a compression zone. 

[Claim 6]A manufacturing method of the fuel tank according to claim 4 or 5 forming 
said compression zone in the diameter direction outside of said opening to said tubed 
part. 

[Claim 7]A manufacturing method of the fuel tank according to claim 4 or 5 forming 
said compression zone inside [ diameter direction ] said opening to said tubed part. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention]This invention carries out blow molding of the resin member 
which has two or more layers especially about the manufacturing method of the fuel 
tank which has the opening structure of a fuel tank, and its opening structure, and 
forms a fuel tank body, and it relates to opening structure of the fuel tank which forms 
an opening in one, and a manufacturing method for the same. 
[0002] 

[Description of the Prior Art]In the fuel tank carried in a car etc., resinification 
progresses, carry out blow molding of the resin member, and a fuel tank body is 
formed, and the method of forming an opening in one spreads, and the fuel tank made 
of resin which has an opening of a desired structure has spread. About the opening 
structure of such a fuel tank, it is indicated by JP,4-7925,U, for example, the 
conventional structure is indicated in the Drawing 3, and the structure which held 
down the height of the opening peripheral wall to the Drawing 1 is indicated. In the 
gazette, it is supposed that sufficiently big capacity can be secured to the limited 
overall height by providing engagement parts, such as a nut, in the lid mounting base 
joined to the tank body, making engagement part articles, such as a bolt, engage with 
this, and covering it the structure fixed to a tank body. The structure same as 
conventional technology as a thing given in the above-mentioned gazette is indicated 
also in the patent No. 2906701 gazette. 

[0003]On the other hand, about the resin member which constitutes a fuel tank, the 

resin member which has two or more layers like a statement is used for 

JP.61 -83509,11, for example. The multilayer blow molding tank using the multilayer 

sheet member which pasted the component of two or more sheets together to the 

gazette via the adhesives layer is indicated. 

[0004] 

[Problem(s) to be Solved by the Invention] Like the statement to above-mentioned 
JP,61-83509,U, when manufacturing the fuel tank made of resin, the resin member 
which has two or more layers is used. This is what joined with adhesives etc. intensity 
attachment components, such as high density polyethylene holding the intensity as a 
fuel tank, and the barrier materials which prevent the penetration of fuel, by carrying 
out blow molding of this resin member, a fuel tank is formed and an opening is also 



formed simultaneously. And although an opening will be covered by a lid like a 
statement in a gazette shown above, two or more layers may expose the end face of 
an opening in a tank body. In this case, there is a possibility that fuel may be revealed 
outside via the intensity attachment component of the outermost layer of a resin 
member. 

[0005]In JP,4-7925,U shown above, although infixing packing and joining together in 
engagement part articles, such as a bolt, is proposed, sealing nature high packing, bolt, 
etc. are needed separately when joining a lid. And even if it used packing excellent in 
the permeation preventing function, we are anxious about disclosure of the fuel 
through the outermost layer of the resin member. 

[0006]Then, this invention makes it a technical problem to provide the opening 
structure of the fuel tank which can prevent fuel from penetrating via a resin member 
in an opening certainly about the fuel tank formed by the resin member which has two 
or more layers. 

[0007]This invention carries out blow molding of the resin member which has two or 
more layers, and forms a fuel tank body, and it makes it another technical problem to 
provide the manufacturing method of the fuel tank which has the opening structure 
which can ensure prevention from a penetration of fuel in the manufacturing method 
of the fuel tank which forms an opening in one. 
[0008] 

[Means for Solving the Problem]In order to solve the above-mentioned technical 
problem, opening structure of a fuel tank of this invention, In opening structure of a 
fuel tank which forms an opening in a fuel tank body formed like by the resin member 
according to claim 1 which has two or more layers in one, A tubed part which extends 
to a method of the outside of said fuel tank body in said opening, and a lapped part 
which a bend part extends in the direction which expands the diameter of said opening 
from a tip of this tubed part, and has an outside surface parallel to an effective area of 
said opening, Suppose that it has a compression zone which compressed this at least 
a part of lapped part in the direction vertical to said effective area. Therefore, it is 
good also as said compression zone to continue all over said lapped part. 
[0009]It is good also as providing the ring member according to claim 2 arranged so 
that said opening may be surrounded and said lapped part and said tubed part may be 
contacted like. Said compression zone is good also as constituting the circular sulcus 
according to claim 3 located in the diameter direction outside of said opening to said 
tubed part like. And it is good to allocate a sealing member in said circular sulcus. 
[001 0]A manufacturing method of a fuel tank of this invention carries out blow molding 



of the resin member according to claim 4 which has two or more layers like, and forms 
a fuel tank body, and. In a manufacturing method of a fuel tank formed in one, an 
opening at the time of blow molding of said fuel tank body. A tubed part which extends 
to a method of the outside of said fuel tank body in said opening is formed, After 
bulging this at least a part of tubed part on the diameter direction outside, form a bend 
part which compresses a bulged part and is bent on the diameter direction outside of 
said opening, and a lapped part which has an outside surface parallel to an effective 
area of said opening is formed, and suppose that this at least a part of lapped part is 
compressed, and a compression zone is formed. 

[001 1]A manufacturing method of a fuel tank of this invention carries out blow molding 
of the resin member according to claim 5 which has two or more layers like, and forms 
a fuel tank body, and. So that a portion which should form said opening may be 
surrounded in a manufacturing method of a fuel tank which forms an opening in one, 
Blow molding is performed in the state where a ring member of a section U shape 
opened on the diameter direction outside has been arranged, After bulging a tip part 
which forms said tubed part inside said ring member, and is not surrounded by said 
ring member of said tubed part on the diameter direction outside, Form a bend part 
which compresses a bulged part and is bent on the diameter direction outside of said 
opening, and a lapped part which has an outside surface parallel to an effective area of 
said opening is formed, and it is good also as compressing this at least a part of lapped 
part, and forming a compression zone. 

[0012]said compression zone — being according to claim 6 — even if it forms in the 
diameter direction outside of said opening to said tubed part like — being according to 
claim 7 — it may form inside [ diameter direction ] said opening to said tubed part like. 
[0013] 

[Embodiment of the Invention]Hereafter, the desirable embodiment of this invention is 
described with reference to drawings. Drawing 1 shows one embodiment of the 
opening structure of the fuel tank of this invention, and shows drawing 2 some of the 
sections. Although the fuel tank body 1 is formed by carrying out blow molding of the 
resin member which has two or more layers and the opening 1h is formed in one, a 
manufacturing method is later mentioned for the fuel tank of this embodiment. 
[001 4]If the composition near the opening 1h is explained first, as shown in drawing 1 
and drawing 2 , The lapped part 1d which the bend part 1b extends in the direction 
which expands the diameter of the opening 1 h, and has an outside surface parallel to 
the effective area Sh which is the opening 1h is formed from the tip of the tubed part 
1e which extends to a way outside the fuel tank body 1 by the opening 1h, and this 



tubed part 1e. And a part of lapped part 1d is compressed, and the compression zone 

1 c is formed. Hatching of the resin member which constitutes the fuel tank body 1 in 
drawing 1 is omitted. 

[0015]As expanded and shown in drawing 2 , the interlayer B formed with barrier 
materials between outer layer Po and the inner layer Pi which were formed by the 
intensity attachment component is infixed, and the resin member which constitutes 
the fuel tank body 1 is a resin member of the multilayer structure which has two or 
more layers to which these were joined with adhesive resin. As an intensity 
attachment component used by this embodiment, ultrahigh-molecular-weight 
(high-density) polyethylene is used, and EVOH (resin in which vinyl alcohol carried out 
copolymerization to ethylene) is used as barrier materials, for example. As long as it is 
the material which does not limit such materials in this invention and has the gas 
barrier property which can prevent the penetration of fuel, such as gasoline, certainly 
as barrier materials, what kind of thing may be used. 

[0016]Since the bend part 1b is bent inside (opening side) as an enlarged section is 
shown in drawing 2 , even if fuel penetrates the inner layer Pi, it will be appropriately 
intercepted by barrier layer B of the bend part 1b. And the compression zone 1c 
constitutes a circular sulcus, and especially the thickness of outer layer Po compares 
it with it of the tubed part 1e, and it is formed quite thinly. Thus, since the thickness of 
outer layer Po is thin by the compression zone 1c and the channel is narrow, it 
becomes the resistance at the time of fuel penetrating from the open end side 1p. On 
the other hand, in the opening structure which does not have the compression zone 
1c, since the open end side (equivalent to 1p of drawing 2 ) of the resin member of 
multilayer structure can be open for free passage with outer space as it is, even if a 
sealing member is allocated between the lid 4 and the holddown member 5, there will 
be a possibility that fuel may penetrate via outer layer Po. although the bend part 1b 
may moreover be theoretically reached via the thin portion of the compression zone 
1c via outer layer Po in this embodiment from the open end side 1p side — actual — 
**** — it is small and is the quantity which can be disregarded substantially. 
[001 7]Are arranged so that the ring member 2 may surround the opening 1 h, the inside 
contacts the lateral surface of the tubed part 1 e, and it has adhered so that an upper 
bed side may contact the undersurface which is the lapped part 1d. The ring member 

2 also has a U-shaped section opened on the diameter direction outside by the 
product made of resin, and as shown in drawing 3 and drawing 4 , it is formed. That is, 
the crevice 2r is formed in a periphery and the both-ends side of shaft orientations is 
formed in parallel. 2 s of thread parts are formed in the upper outside side of drawing 



4, and two or more communicating holes (it represents and expresses with 2c) which 
cover the perimeter and carry out an opening to shaft orientations so that clearly 
[ drawing 3 ] are formed. 

[0018]The ring member 2 constituted in this way surrounds the opening 1h, as shown 
in drawing 1 and drawing 2 , it is arranged so that the tubed part 1 e and the lapped part 
1d may be contacted, and it is joined to outer layer Po in one. That is, a resin member 
invades in the communicating hole 2c at the time of shaping, and it is being fixed so 
that it may not rotate to the tubed part 1 e. Outer layer Po extends and the 
suspending portion 1f is formed so that a part of peripheral end of the ring member 2 
may be covered. 

[0019]In the opening 1h constituted as mentioned above, since the compression zone 
1c constitutes the circular sulcus, If it equips with the annular holddown member 5 
which has a thread part inside and screws in 2 s of thread parts of the ring member 2 
after accommodating the annular sealing members 3, such as rubber, in the 
compression zone 1c as shown in drawing 1 , and laying the lid 4 on it, it is fixed so that 
the lid 4 may stick to the upper surface of the lapped part 1d via the sealing member 3. 
Since the ring member 2 is being fixed at this time so that it may not rotate to the 
tubed part 1 e, it does not rotate, when screwing the holddown member 5. 
[0020]In [ ** and ] the opening structure of the fuel tank of this embodiment, 
Structurally, since the exterior and the portion which can be opened for free passage 
turn into only a portion which are a contact part with the sealing member 3, the lid 4, 
and the lapped part 1d, and outer layer Po of the resin members of multilayer 
structure, and was thinly formed by the compression zone 1c, the fuel in a fuel tank 
can prevent the penetration of fuel certainly. Since surface roughness of the bottom 
[ especially ] of the compression zone 1c improves and it is a smooth field by 
compression, it can secure good sealing nature. 

[0021] Drawing 5 and drawing 6 explain an example of the manufacturing process of a 
fuel tank which has the above-mentioned opening structure, and multilayer parison PT 
which comprised a resin member of the above-mentioned multilayer structure is first 
arranged in the metallic mold D1 and D2 in the forming cycle of drawing 5 . As a 
two-dot chain line shows to drawing 5 , the metallic mold D1 is directed to the sliding 
direction of drawing 5 movable to the metallic mold D2, and, inside, the heights D1r 
and the crevice D2r are formed, respectively. The heights D1r are formed in the shape 
which can form the compression zone 1c shown in drawing 2 , and the crevice D2r is 
formed in the shape which can accommodate the ring member 2. To the axis (namely, 
axis of the opening 1h) of the metallic mold D1, spacer SP is stationed so that an 



attitude to a perpendicular direction is possible, and at the time of a pressing 
operation, it functions as the ability of the ring member 2 to be held in the crevice 2r 
of the ring member 2. Spacer SP is constituted so that movement of the metallic mold 
D1 may be followed and it may move in the direction vertical to the axis of the metallic 
mold D1. And separately, via the communicating tube (not shown), it is constituted so 
that pneumatic pressure or fluid pressure may be given inside multilayer parison PT. 
[0022]**(ing) and pneumatic pressure or fluid pressure being given in multilayer 
parison PT, the metallic mold D1 slides to the metallic mold D2, and it drives to a ring 
member 2-way. Simultaneously, movement of the metallic mold D1 is followed, spacer 
SP drives in the vertical direction to the axis of the metallic mold D1, and it is held in 
the crevice 2r of the ring member 2. As a result, as shown in drawing 5 , multilayer 
parison PT bulges, and bulge of the portion which contacts the ring member 2 is 
controlled, and the tubed part 1e is formed. As shown in drawing 6 , the bend part 1b 
and the lapped part 1d are formed with good accuracy of form. The lapped part 1d is 
compressed by the heights D1r of the metallic mold D1, and the compression zone 1c 
is formed of them. Although the covering device 1g is also formed at this time, this is 
removed behind. 

[0023] Drawing 7 shows the opening structure of the fuel tank concerning other 
embodiments of this invention, continues all over the lapped part 1 d, compresses it, 
and makes the whole lapped part 1d a compression zone. Since the surface roughness 
of the outside surface (upper surface of drawing 7 ) of the lapped part 1d improves and 
it becomes a smooth field by constituting in this way, good sealing nature is securable, 
and also if the surface roughness of the rear face of the lid 3 is suitable, good sealing 
nature can be secured, without infixing a sealing member separately. 
[0024] Drawing 8 shows the opening structure of the fuel tank concerning the 
embodiment of further others of this invention, and is provided with the ring member 2 
in which 2 t of projections were formed up, and if the lapped part 1 d is compressed, 
compression zone 1 cu will be formed in the undersurface of the lapped part 1 d. 
Thereby, since the thickness of outer layer Po becomes thin by compression zone 1 cu 
and a channel becomes narrow, it becomes the resistance at the time of fuel 
penetrating from the open end side 1 p. Since the surface roughness of the outside 
surface (upper surface of drawing 8 ) of the lapped part 1 d of the compression zone 
1cu upper part improves and it becomes a smooth field, good sealing nature is 
securable. 

[0025] Drawing 9 shows the opening structure of the fuel tank which enabled it to 
perform easily removal of 1 g of lid members saved at the time of shaping to the 



embodiment of drawing 8 of this invention, and compression zone 1ci is formed in the 
lapped part 1 d upper surface inside [ diameter direction ] the opening 1 h at the time of 
compression. Thus, by giving shearing force to the compression zone 1ci portion 
which became thin, 1 g of lid members are easily removable. 
[0026] 

[Effect of the Invention]Since this invention is constituted as mentioned above, it 
does the following effects so. Namely, in the opening structure of the fuel tank of this 
invention, The tubed part according to claim 1 which extends to the method of the 
outside of a fuel tank body in an opening like, The lapped part which a bend part 
extends in the direction which expands the diameter of an opening from the tip of a 
tubed part, and has an outside surface parallel to the effective area of an opening, It 
has the compression zone which compressed at least a part of lapped part in the 
direction vertical to an effective area, and since the thickness of the resin member 
which has two or more layers which can be set to this compression zone is formed 
thinly, fuel can be certainly prevented from penetrating via a resin member in an 
opening. 

[0027]In the opening structure of the fuel tank according to claim 2, since the ring 
member is provided, a tubed part and a lapped part are supported appropriately, 
rigidity increases, and good sealing nature can be secured. 
[0028]In the opening structure of the fuel tank according to claim 3, since the 
compression zone is formed so that the circular sulcus located in a tubed part at the 
diameter direction outside of the regio oralis for dehiscence may be constituted, if a 
sealing member is arranged to this, much more good sealing nature is securable. 
[0029] Like a statement the manufacturing method of the fuel tank of this invention to 
claim 4, At the time of the blow molding of a fuel tank body, the tubed part which 
extends to the method of the outside of a fuel tank body in an opening is formed, After 
bulging at least a part of tubed part on the diameter direction outside, form the bend 
part which compresses a bulged part and is bent on the diameter direction outside of 
an opening, form the lapped part which has an outside surface parallel to the effective 
area of an opening, and. Since at least the part is compressed and a compression zone 
is formed, Since the thickness of a compression zone is thinly formed even when a 
smooth field is not only formed in a compression zone, but the resin member which 
has two or more layers is used, fuel can be certainly prevented from penetrating via a 
resin member in an opening, and it can be considered as the opening structure which 
has good sealing nature. 

[0030]So that the portion according to claim 5 which should form an opening like may 



be surrounded, If blow molding is performed in the state where the ring member of a 
section U shape opened on the diameter direction outside has been arranged and a 
compression zone is formed as mentioned above, Since it can fabricate where it 
inserted the spacer from the outside of the ring member and a tubed part and a lapped 
part are supported appropriately, it has good sealing nature and can be considered as 
the opening structure which can ensure [ appropriately and ] prevention from a 
penetration of fuel. 

[0031]Since a compression zone can constitute a circular sulcus for said compression 
zone when [ according to claim 6 ] it forms in a tubed part like at the diameter 
direction outside of the regio oralis for dehiscence, and a sealing member can be 
arranged to this, it can be considered as the opening structure which has much more 
good sealing nature. 

[0032]Said compression zone can remove easily the lid member according to claim 7 
which may form inside [ diameter direction ] the regio oralis for dehiscence like at a 
tubed part, and is saved in this case at the time of shaping. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is a sectional view of one embodiment of the opening structure of the 
fuel tank of this invention. 

[Drawing 2] It is a sectional view expanding and showing a part of opening structure of 
the fuel tank concerning one embodiment of this invention. 

[Drawing 3] It is a top view showing a part of ring member with which the fuel tank of 
one embodiment of this invention is presented. 

[Drawing 4] It is a sectional view of the ring member with which the fuel tank of one 
embodiment of this invention is presented. 

[Drawing 5] It is a sectional view explaining the bulge process of the opening of the fuel 
tank in one embodiment of the manufacturing method of this invention. 
[Drawing 6] It is a sectional view explaining the pressing operation of the opening of 
the fuel tank in one embodiment of the manufacturing method of this invention. 
[Drawing 7] It is a sectional view expanding and showing a part of opening structure of 
the fuel tank concerning other embodiments of this invention. 

[Drawing 8j lt is a sectional view expanding and showing a part of opening structure of 
the fuel tank concerning the embodiment of further others of this invention. 



[Drawing 9] It is a sectional view expanding and showing a part of opening structure of 
the fuel tank concerning another embodiment of this invention. 
[Description of Notations] 

1 A fuel tank body and 1e [ A lapped part and 2 / A ring member, 3 sealing members, 
four lids, and 5 / A holddown member and Po / An outer layer and Pi / A inner layer, 
B interlayer, and PT / Multilayer parison, D1, and D2 / A metallic mold and SP / 
Spacer ] A tubed part and 1b A bend part and 1c A compression zone and 1 d 



DRAWINGS 



[Drawing 1] 




[Drawing 2] 




[Drawing 3] 



[Drawing 4] 




[Drawing 8] 




[Drawing 7] 
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mm® imm^mmiEmmc mt % «fc 5 k 

«ISPtt, II^3ictet<Dcl:^ fuiBffJ«cftLfii 20 
tBP^Pg^fl^f^ffMg-f 3 c 

[ooio] *ffloffl^y^iSMii, 

7P-^tT«S^^>^*^*^t5fcftfJ:, P^P 

iuiaTO^y^*i*cD7n-^B#ic, tutaPffWtcT 

tHSISfcfflU L TtufB^Pg^l^^nfiTl/TEftf S Sfffi 

Buianpg^rffipffifcw^^ffi^ti-^ 

[0 0 1 1] Hfc, *^«^^©l^ffi^ 

IMS 5 te$©£ 9 (c, 5$/]§gW£ 

mimmtmm^mm^mmLrz-mx 40 

7" o - $j&*?rft v \ tut iMWmn fi tc itfiHBi§5«gl5 
WML, fulE® Bflf EEttSIWc BUS ttft l^Sfc 

mnmmmm?mtzm®*m u mib 
r»Bpai5o^pffiK¥ff4nffi*W'rss^»%miat5 

[0012] MIBff»«> 11*11 6 fcfB«0<fc a fc, 

Mmwrnicft bmmn^m^mim^ix 



[0 0 13] 

£Dr»ipgMii«-^m^^-rtcDT\ zn-mm 

[0 0 14] ftfPMm hjfi$©tM£»f3^ 

xfrKDMHcmtzmtmi et ooftrai e 
oftflBfr sisnain h*a;st5^in]tj)fftgi5i b*^ 
wugflngpi ho^pffis h^mm^tm^ 

^TttJ»B*y**tt 1 *«J«-r *»flg8l5*f O/N-y ^> 
[0 0 15] H2fcffl*UTjfor«fc5fc> mtyt* 
JtlPoRWiP i fc«c^y7mM«*ttfc* 

xm^timm%m£ix&, mm?m (m 
m $vz.?uym^t>n, >vj7tt£Lxit, m 

tfEVOH {z-9\sy£^-)W)\<n-)Wm.%LTc 

m) m^ztiZo *m\^^x\ZLt\t>tDpi 

f4M£lT5fccDT1ift<, >V)7tt£LT\Z, #VU 

y%<Dm<D&mmz\cVi\ti®zfiz>v)7&zG 
tmnxmn, £<D&o%i><Dxt>^\ 
[ooi6] ®2im*ximKt&?K, b 

ip i ^mmix^m^i b^vjTMBxmmcm 

nm? o<Dm$ffffitfffii etoztacitL. ^fto»< 

MStlTi/^. coyote, ^lPo«l?$«E» 
1 cTiKftoTfc^ ^SS^<ftoTl^(DT% 1 

ML, £E*Sg|5l c^t^ftV^fflPg|5^(Cfc^T«, ^ 
l«JSo«HIB»WOWP4Slffi (02 (D l ptcfflS) ^ 

T*tt, a^wtcti, ip«i pMii^mp 

X, L*>tff«3Pl cOSil/^^LTflfftgPl btc 

[0017] mk, ^«gW2^r ff ingn h^H^TS 




mi] 



[09] 



F*-M#3f) 3D038 CA22 CC14 CC20 

4F208 AA06 AA19 AD05 AD20 AG03 

AG23 AG28 AH55 LA01 LA08 

LBOl LG03 LG06 LG16 LG35 

LG38 LH02 LH18 LJ08 LTO1 
LW26 



